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YOU CAN’T AFFORD YOUR EQUIPMENT TAKING TIME OFF FROM WORK.

Why use our full line of premium lubricants? Better fuel efficiency. Longer drain intervals. 
Enhanced engine durability. They keep your equipment right where you make your living. On the job. 
Contact Mark Betner at nbetner@citgo.com or visit hdlubes.com.        

CITGARD SynDurance  –  LITHOPLEX CM Grease  –  A/W Hydraulic Fluids  –  TRANSGARD HD Transmission Fluid  –  EP Compounds
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www.trimble.com

At most construction sites, it’s not about what you’re building, but what you’re spending. Trimble® Construction 

Manager software helps you confidently manage your assets on site, no matter what their size, with advanced GPS 

technology and powerful software. One small piece of  hardware sends key data to a central management software 

application that gives you valuable information — from engine idle time and site runtime hours to vehicle starts and 

stops.  All helping you to run an incredibly efficient work site. To learn more, visit www.trimble.com, call 

1-800-767-4822 or email TCMsales@trimble.com.

Without the right construction asset management solution,
your equipment isn’t being used to its fullest potential.

© 2008–2009, Trimble Navigation Limited. All rights reserved. Trimble and the Globe & Triangle logo are trademarks of Trimble Navigation Limited, 
registered in the United States and in other countries. PN 022508-104A (04/09)
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Attending an AEMP conference a few years ago, I heard past-President Dave Markey, 
CEM, suggest that equipment managers could and should maintain a “world class” fleet. 
My first impression was that Dave had his head in the clouds. Maintain a “world class” 
fleet was the stuff of legends, far out of the league most equipment manager would ever 
hope for their fleets. 

Anyway, why should I care if our fleet was world class? We were doing just fine. How 
would this so-called “world class fleet” make our jobs more secure and our projects more 
efficient? How would this “world class fleet” impact our bottom line? As I sat there, 

envisioning a world class fleet, the dollar signs consumed my thoughts.  Managing this world class fleet would 
definitely have a big price tag attached.

As the discussion unfolded, however, I began to realize he wasn’t talking about having the best equipment 
money can buy. Instead, it has to do with what we, as fleet managers, can do with what we are given to work 
with. Striving for a higher caliber of fleet does not necessarily require a bigger budget. Excellence can be achieved 
through many different channels—a result of skillful decision making, effort, courage, prudence and vision.

Over the years, I have learned that the more you strive to make your fleet “world class,” the better return on 
investment you will see from your fleet. Take the following example:  By ensuring manufacturer warning devices, 
lock-outs, bells and buzzers are working, I found that the fleet will operate at a high level of safety. As such, insurance 
costs are held to their minimum because claims are reduced. That is one step closer to world class. Or, by performing 
preventative maintenance, repair costs and expensive breakdowns are reduced. And since machines are not sitting 
waiting for repairs, productivity is maximized with an increased uptime. Another step closer to world class.

Now the big question: What does the world class fleet cost? I surmise the figure is less than that of the 
“okay” fleet. It is less than the “getting by” fleet. It is less than the price paid in dollars or productivity for poor 
machine performance or the cost of a bad impression on a customer’s jobsite. You see, through small changes, 
the goal is achievable. Not only is it achievable, in these economic times, it is imperative. 

Aristotle once said, “Quality is not an act, it is a habit.” By holding ourselves to make the tough decisions, to 
analyze costs and our day-in and day-out activities, we can see our “okay” fleets transform into “world class.” As 
equipment managers, we can think of those fleets as a representation of ourselves: efficient, innovative, and visionary.

Through AEMP training and networking opportunities, I have seen numerous “okay” fleets inch closer to “world 
class.” I believe, with the help of the association, the tools to achieve world class status are at our fingertips. We have 
the talent base, we have the experience levels. Combined, the AEMP members are truly nothing short of world class. 

Dave Markey wasn’t dreaming. The world class fleet is within our grasp; we owe it to ourselves and our fleets 
to stand up and reach for it!
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By Mike Bates, CEM, 2008-2009 AEMP National President

World Class Fleets
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Members of the Association of Equipment 
Management Professionals and representatives from 
across a wide spectrum of original equipment manu-
facturers (OEMs) are putting their heads together to 
develop key fleet-management information and an 
automation plan to standardize how it is migrated 
into maintenance-management or enterprise software.

The aim of the AEMP Technology Committee is 
to allow fleet managers an easier, more efficient way 
to access basic fleet information from multiple OEMs 
and to integrate their telematics systems’ data into 
their business-management software.

After two Technology Summits, representatives from 
AEMP and the OEMs have agreed upon solutions for 
several issues of standardized data and data delivery. 

“Working out these kinds of details takes a true 
Equipment Triangle approach: Manufacturer, Dealer, 
End-user,” said Stan Orr, CAE, AEMP’s Executive 
Director. “We are pleased to report that all of 
the participants attending our second summit in 
February expressed a willingness to make progress 
on these issues as quickly as possible. Considering 
today’s business environment, we’re seeing a tremen-
dous commitment on the part of the OEMs and tele-
matics suppliers.” 

“End users had expressed some frustration with the 
lack of standardization and integration of telematics 
information,” said AEMP President Dick Brannigan, 
CEM. Brannigan was also quick to point out that 
“although that concept is relatively simple, every 
OEM and/or telematic provider has a unique collec-
tion of data points, different definitions, different 
polling methods, time/date stamps, etc.

“The steps involved in completing this initiative 
are complex,” Brannigan said. “First, the process of 
developing standards is not at all simple. Then you 
realize that every advance or tentative agreement 
reached requires further internal study by each OEM to 
determine the feasibility of the proposed solution, the 

resources required, and the time needed to implement. 
The industry must remind itself that every OEM’s 
robust telematics solution is unique. It’s going to 
take time and patience.”

The idea for the committee came up at a fall 
2007 AEMP Asset Management Symposium. By 
August 2008, representatives from the Association of 
Equipment Manufacturers (AEM), Caterpillar, John 
Deere, Komatsu, Manitowoc, QUALCOMM and 
Volvo attended an initial AEMP Technology Summit, 
working with AEM. Committee members and OEM 
representatives identified a few key data points such as 
machine location, machine identification, time stamp, 
date stamp, fuel usage, and hours, and subsequently 
agreed to provide this nonproprietary data in a stan-
dardized file format. 

A second Technology Summit was held in 
February. The meeting was attended by 12 manufac-
turers, six telematics suppliers, and six end users. 

At the second summit, the committee considered 
the feasibility of adding accumulated idle hours to 
the list. In a revealing look at the complexities facing 
the industry on the telematics issue, the discussion 
revealed that customers, OEMs, and regulatory bod-
ies all define “idle” differently. Attendees agreed that 
one way in which AEMP could deploy this metric at 
a future date would be to create a common, industry-
acceptable definition. Ideally, end users could then 
establish performance metrics to help them reduce the 
percentage of idle time, thereby increasing efficiency 
while reducing emissions. 

The summit yielded a tentative agreement on 
the computer interface: Data will be delivered in a 
standard XML format. The initial delivery method 
will be HTTP, although the Telematics Standards 
Subcommittee hopes to add support for other delivery 
methods in order to improve interoperability with 
a variety of legacy software systems.

AEMP, OEMs 
Advance Industry 
Telematics Standard
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AEMP Recognizes Key Members

Augstin Chosen as Member of the Year 
Dan Augstin, CEM, has served on the CEM 

Commission for the past eight years, three years as 
chairman. He is a past Board member. Dan has led the 
Certified Equipment Manager program through a critical 
part of its evolution as it moved from being a text-based 
exam to a competency-based exam. According to past 
national president Marilyn Rawlings, CEM, “Over the 
past five years, I have watched Dan ‘give his all’ to the 
CEM Commission and encourage others to do the same. 
Dan has provided the leadership we needed to direct 
the Commission through this transition time.”

John Deere Awarded Associate of the Year
John Deere has been a member of AEMP since 

1985. They have sponsored the Technician of the Year 
Award every year since its inception in 1986, awarding 
large tool boxes to the winners. They were the second 
OEM to join the AEMP Partners for Growth.  John 
Deere consistently volunteers their staff as speakers 
for AEMP conferences, sponsors numerous events, 
and currently has staff who serve on the AEMP 
Foundation, the AEMP Board, Education Committee, 
Emissions Task Force, Technology Committee, and 
Corporate Relations Committee.

Sutton Honored with Richard Hawkins Award
Rod Sutton is Editor in Chief of Construction 

Equipment magazine and Equipment Manager 
Magazine. Sutton has served in numerous AEMP lead-
ership positions:  Trustee of the AEMP Foundation, the 
AEMP Board of Directors, and chairman of the AEMP 
Editorial Committee. Rod works tirelessly to deliver 
new programs to AEMP members and the industry, 
provide content for the Knowledge Center at aemp.org, 
and manage AEMP co-sponsored webinars. According 
to Rick Blesi, publisher of Construction Equipment, 
“Rod loves the equipment industry, equipment managers 
and AEMP, and it shows in everything he does!” 
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2009 Fleet Masters Award Winners

The 2009 Fleet Masters Awards were presented at 
a dinner during the AEMP 27th Annual Management 
Conference in Orlando. Fleet Masters are recognized for 
their practices in the areas of human relations, vendor 
relations, asset management, maintenance management, 
and technology.  

Barriere Construction Company of Metairie, La., 
won the Fleet Masters Award for private fleets. Barriere 
Construction is Southeast Louisiana’s resource for high-
way heavy and civil construction projects. In addition to 
asphalt paving products and services, Barriere has diverse 
capabilities and specialized expertise in a broad range of 
areas, such as site development and drainage. 

Manatee County Fleet Services of Bradenton, Fla., 
won the Fleet Masters Award for public fleets. Manatee 
County Fleet Services supports the vehicle and equip-
ment needs of 16 dissimilar departments charged with 

the support of more than 315,000 county residents. 
Finalists for the Fleet Masters Awards included Cajun 

Constructors of Baton Rouge, La., in the private fleet 
category. Cajun Constructors was a Fleet Masters finalist 
in 2008. Lee County Fleet Management of Fort Meyers, 
Fla., was the finalist in the public fleet category. 

The Fleet Masters Award was created with Construction 
Equipment magazine to honor equipment-management 
professionals who excel in meeting the unique challenges 
inherent in delivering cost-effective management of mixed 
fleets of on- and off- road equipment. Nominations are 
solicited from the entire industry.

The Fleet Masters awards are sponsored by the AEMP 
Partners for Growth: Castrol, Caterpillar, Construction 
Equipment, International, John Deere, Komatsu, 
Manitowoc, QUALCOMM, Trimble and Volvo 
Construction Equipment.

Mike Brennan, CEM, and Ron Kennedy of Manatee County Fleet Services accept 
the Fleet Masters Award for public fleets.

Brett Todd and Ben Tucker, CEM, of Barriere Construction Company accept 
the Fleet Masters Award for private fleets.

It’s not too early to consider entering the 2010 Fleet Masters competition. Review the nomination form available 
at www.aemp.org, and see what it takes to become a Fleet Master. Start working on it today.

PLAN FOR 2010
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AEMP Foundation Recognizes 
2009 National Technicians of the Year

In mid-January, a panel of judges analyzed more than 
30 Technician of the Year applications, narrowing down 
applicants to one winner from the public sector and one 
winner from the private sector. 

The 2009 private-sector Technician of the Year is 
Dwayne Tracy Still, who has been with the John R. 
Jurgensen Company for more than 22 years. Mr. Still is 
committed to safety and has more than 55,345 hours 
without accident. He even designed and installed a safety 
shutdown system on a cold-planer milling machine to 
eliminate the possibility of injury from machine kickback. 

Mr. Still is an outstanding diagnostician who has the 
ability to solve problems on machines with which he has 
no prior familiarity. Every technician in the organization 
relies on Mr. Still’s assistance in diagnosis of complex 
problems. On occasion, he even receives phone calls and 
requests from mechanics that work for OEM dealers. 

The John R. Jurgensen Company often turns to Mr. 
Still to solve equipment needs that cannot be solved 
through rental or purchase. Recently, he developed a com-
plex hydrostatic ground drive retrofit for a fleet of Barco 
pavement profilers. The retrofit was so effective that down-
time was dropped to almost zero and maintenance was cut 
in half—even when the $32,000 retrofit is considered. 

The public-sector Technician of the Year is Dennis 
Kincade from York County, Va. Mr. Kincade serves as 

the shop safety coordinator, providing monthly 
safety training to all personnel. In addition to personal 
protection, Mr. Kincade is an active participant in 
the shop’s environmental protection program. With 
his help, the shop eased through a Va. Occupational 
Health and Safety inspection. 

 When Mr. Kincade began at York County, the shop 
had only one computer terminal. He took it upon him-
self to maximize its utility by advocating for better soft-
ware. Furthermore, he spearheaded a successful effort to 
equip each technician with a laptop. 

Mr. Kincade has an extensive list of Institute of 
Automotive Service Excellence (ASE) certifications. The 
ASE awards the Blue Seal of Excellence to fleet shops 
that maintain a high level of certification: Thanks to 
Mr. Kincade, the York County Vehicle Maintenance shop 
has been a recipient of that award for the past five years. 

The AEMP Technician of the Year Award was 
established in 1989 to spotlight the skill sets required 
of today’s professional technician. Award winners are 
selected based on professionalism, technical skills, 
innovative trouble-shooting and diagnostics, and con-
tributions to the technician profession. The AEMP 
Technician of the Year award is sponsored by John 
Deere and the AEMP Foundation. The awards luncheon 
is sponsored by QUALCOMM. 

Dennis Kincade, York County, Va., stands next to a replica of the tool box he’s 
won as the public sector Technician of the Year. 

Dwayne Tracy Still, John R. Jurgensen Company, receives the private-sector 
Technician of the Year award from Bob Decker, chair of the AEMP Foundation. 
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Buy and sell
with confidence

 www.ironplanet.com

Auctions you can trust

IronPlanet is the world’s leading online auction company for buying 

and selling used construction and agricultural equipment. We offer a 

convenient, reliable, and easy-to-use auction approach that minimizes 

hassles and maximizes satisfaction. But we do more than just auction 

equipment — we nurture long-term relationships based on trust and 

results. Sellers achieve faster and more profitable sales through lower 

transaction costs and a global audience of buyers. And, buyers trust 

the equipment they bid on was inspected and that there are no surprises. 

For more information, go to www.ironplanet.com or call your local 

representative at  888-433-5426.

.

INSPECTED & GUARANTEED

IronPlanet inspection reports 

are considered the industry 

standard by both buyers and 

sellers. We provide impartial 

equipment condition reports based on 

a thorough physical inspection including 

detailed photos with zoom capability along 

with the inspector’s point-by-point comments. 

Prospective bidders can view detailed 

side-by-side comparison of multiple items 

during the two weeks leading up to auction

day. Customers consistently say our 

guaranteed inspection reports are the #1 

reason they buy through IronPlanet.
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2009-2010 AEMP Board of Directors
EXECUTIVE COMMITTEE

Michael A. Bates, CEM
President
Cajun Constructors
mikeba@cajunusa.com
225-677-8134

Daryl Crear
President Elect
Rumpke Consolidated 
Companies, Inc.
daryl.crear@rumpke.com
513-851-0122

Richard Brannigan, CEM
Immediate Past President
John R. Jurgensen Co
brannigand@jrjnet.com
513-326-3675

Guy Gordon, CEM
Vice President
Insituform Technologies
ggordon@insituform.com
636-530-8734

Dave Gorski, CEM
Vice President
K-Five Construction Co
daveg@k-five.net
708-385-4753

Daniel Connelly
Vice President
The Shelly Company
dconnelly@shellyco.com
740-246-1175

ELECTED MEMBERS

Chris Ryan, CEM
Director of Construction
Boh Bros. Construction Co.
cryan@bohbros.com
504-827-7633

Melissa Gauger
Director of Associates
International Truck & Engine
Melissa.gauger@navistar.com
630-753-3010

Sam Houston, CEM
Director of Government
City of Jacksonville
shouston@coj.net
904-381-8263

Lorne Fleming, CEM
Director of Mining
Grace Pacific Corp.
lornefleming@aol.com
808-672-4435

APPOINTED MEMBERS

Matt Bush, CEM 
The Ruhlin Company 
mbush@ruhlin.com 
330-239-2800

John Harmon 
Knife River Corp. 
john.harmon@kniferiver.com 
541-618-2603

Rex Davis, CEM 
RMCI Inc. 
rdavis@rmciinc.com 
505-345-0008

Bob Merritt, CEM 
Washington Group 
Division of URS 
bob.merritt@wgint.com 
208-386-5564

Barry Gilberg 
Komatsu America Corp. 
bgilberg@komatsuna.com 
847-437-4304

Robert Andrade, CEM
Parsons Construction 
randradecosmos@comcast.net 
253-299-3280

Theresa F. Anderson, CEM
Parsons Construction 
theresa.f.anderson@parsons.com 
253-299-8633

Carl Porter 
John Deere Construction 
& Forestry 
portercarld@johndeere.com
740-321-1343

Will McFadyen 
McFadyen & Associates
will@mcfadyentechnical.com
919-341-8595

Bill Vanden Brook, CEM
City of Madison 
bvandenbrook@cityofmadison.com
608-246-4546

Rod Sutton 
Construction Equipment
rsutton@reedbusiness.com
630-288-8130

Dave Hardin 
Manitowoc Crane Group
david.hardin@manitowoc.com
717-593-5900

Samuel R.N. Simons 
OEM Controls, Inc. 
srnsimons@oemcontrols.com
203-929-8431

EDITORIAL COMMITTEE

Rod Sutton, Chair
Construction Equipment 
rsutton@reedbusiness.com 
630-288-8130

Leo Holland 
lholland23@embarqmail.com 
252-255-5781

Robert Gordon, CEM 
Baltimore Gas & Electric
robert.w.gordon@bge.com
410-597-7443

Dean Mock 
Caterpillar, Inc. 
mock_dean_b@cat.com
309-578-3942

Irene Grant 
City of Abilene 
igrant1@suddenlink.net
325-676-6449

James Darryl Syler 
City of Little Rock 
jsyler@littlerock.org 
501-918-4208

Bill Vanden Brook, CEM
City of Madison 
bvandenbrook@cityofmadison.com
608-246-4546

Robert Turner, CEM 
City of St. Petersburg 
robert.turner@stpete.org
727-893-7469

Allen Wright 
Forecast Products 
awright@forecastparts.com
954-979-1120

Lorne Fleming, CEM 
Grace Pacific Corp. 
lornefleming@aol.com 
808-672-4435

Patrick T. Crail, CEM 
John R. Jurgensen Co.
pat.crail@jrjnet.com 
513-326-3679

Chuck Hoffner, CEM 
Kokosing Construction Co.
ceh@kokosing.biz 
740-694-6315

Samuel R.N. Simons 
OEM Controls, Inc. 
srnsimons@oemcontrols.com
203-929-8431

Robert Andrade, CEM
Parsons Construction 
randradecosmos@comcast.net
253-299-3280

Steven McArthur 
Titan America 
smcarthur@titanamerica.com
540-992-3674 

AEMP National Headquarters, 
P.O. Box 1368, Glenwood 

Springs, CO 81602
Phone: 970-384-0510; 

Fax: 970-384-0512
E-mail: membership@aemp.

org. To apply for membership, 
go to www.aemp.org. 

The subscription rate for members 
is $30, which is included in the 
Association’s annual dues. The 
U.S. subscription rate for non-
members is $75 for one year and 
$140 for two years. Canadian 
subscribers add $5 per year; all 
other non-U.S. subscribers add 
$10 per year. POSTMASTER: 
Send address changes to: 
Association of Equipment 
Management Pro fessionals, P.O. 
Box 1368, Glenwood Springs, 
CO 81602.

PUBLISHED BY 
CONSTRUCTION EQUIPMENT 
MAGAZINE
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When inspecting an engine, the secret is in the smoke.

Or, more specifically, the color of the exhaust. White smoke

could mean coolant in the engine cylinder. Blue smoke

indicates oil in the engine cylinder and possibly worn

valve guides and piston rings. Continuous black and grey

smoke points to improper air/fuel mixture and a good

chance of worn injectors or fuel timing.

And that’s just the beginning. For a machine to qualify as

Cat® Certified Used it has to pass this test, with up to 140

others. Combine thorough inspections with other benefits

like a minimum 6-month powertrain warranty for the

confidence that Cat Certified Used will be ready to work

when you are.

Please contact your local Cat Dealer or visit

Cat.com/CatCertifiedUsed to obtain the confidence

of Cat Certified Used.

© 2009 Caterpillar All Rights Reserved CAT, CATERPILLAR, their respective logos, “Caterpillar Yellow” and the POWER EDGE trade
dress, as well as corporate and product identity used herein, are trademarks of Caterpillar and may not be used without permission.

CAT®CERTIFIED USED
INSPECTION #89: ENGINE

cex0905EM_ads.indd   12cex0905EM_ads.indd   12 4/27/2009   1:07:58 PM4/27/2009   1:07:58 PM



Proudly Sponsored by These Industry Leaders

Fleet Management 
Quiz

My off-road mixed fleet:

Meets all emissions standards

Has integrated telematics

Operates safely

Operates at peak utilization

Could use a little help

(we thought so.)

Need help passing the test? 

We have the answers. 

At AEMP, fleet professionals receive the tools needed to 
conquer the challenges facing today’s off-road fleets.

For more information about AEMP, go to www.aemp.org
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The Certified Equipment Manager (CEM) Certification program was developed by AEMP and is the recognized 
certification in the industry. The CEM program is designed to evaluate professional standards, enhance individual 
performance, and recognize those who demonstrate knowledge essential to the successful practice of equipment 
maintenance and fleet management.

Join a distinguised group of peers nationwide who have chosen to attain this high level of excellence. For more 
information, visit www.aemp.org. 

2008 
Mark Gannon, CEM
Verlon Moore, CEM
Gregory Stashuk, CEM
Robert Tonn, CEM
Bob Merritt, CEM
Marvin Rivera, CEM
Brent Balluff, CEM
Mark L. Bellamy, Jr., CEM
Donald G. Carson Sr., CEM
Charles Hall, CEM
Ron R. Lallo, CEM
Kevin Edwards, CEM
Brent Johnson, CEM
Robert Lawson, CEM
Gene Huffman, CEM
George Hrichak, CEM
Bill Prussman, CEM
Ed Gestido, CEM
Mac Hardaway, CEM

Tom Burbank, CEM
Myron Brubacher, CEM
Roy Widney, CEM
Will Ford, CEM
Robert Genter, CEM
James Kulesa, CEM
Richard Lutz, CEM
James W. Smith, CEM
Nathan Watts, CEM
Richard Mullins, CEM
Clifford J. Francois IV, CEM
Craig Worrell, CEM
Bradley Ament, CEM
James A. Hardesty, CEM
Mike Demelo, CEM
Ted Dexheimer, CEM
Keith Cox, CEM
John Rothweiler, CEM
Robert Bogardus, CEM
Dave Leicester, CEM

Dan Pitt, CEM
Jarot Karcher, CEM
Harold Reich, CEM
Michael Fink, CEM

2007
James Amspaugh, CEM
Richard Behrens, CEM
Danny Brashear, CEM
John Brewington, CEM 
Robert Bucklew, CEM
Jeff Buckmaster, CEM
Randall Carter, CEM
Tommas Cochran, CEM
Daniel Connelly, CEM
Jeremy Cowing, CEM
Robert Dix, CEM
Mason Ford, CEM
Dominic Galati, CEM
Lawrence Gray, CEM

Steven L. Hagel, CEM
Myron Kuehler, CEM
Jason Mauney, CEM
Gary Merrifield, CEM
Sandra Mesquita, CEM
James Miller, CEM
William Mueller, CEM
Bruce Prentice, CEM
Karl Quackenbush, CEM
Warren Schmidt, CEM
Earl Schwing, CEM
Stacy Smith, CEM
Angel Sosa, CEM
Phillip Strahin, CEM
Dwayne B. Thomas, CEM
Phillip Wolfley, CEM
Mike Young, CEM

2006
Dan Beaver, CEM 

Ryan Scott Bentley, CEM
Dan Bernosky, CEM
Terry Fox, CEM
Rodney George, CEM
Gil Gilbert, CEM
Harold Huddleston, CEM
Larry Maready, CEM
Gregory E. Morris, CEM
Andrew Murad, CEM
Steve Nester, CEM
Joe O’Leary, CEM
Phil Picone, CEM
Michael Pierce, CEM
Juan Ramirez, CEM
John Root, CEM
John Summerfield, CEM
Bradley S. Wright, CEM
Robert Weeks III, CEM

S e r v i c eP a r t s S a l e s / R e n t a l s

“Run with the Best”
At Leslie Equipment Company, Customer Service and Satisfaction is our number one goal. We have been a John Deere Dealer since 1965, and have

received high recognition in our industry for being an innovative leader in sales and product support.

Serving Ohio, West Virginia, and Kentucky

www.lec1.com

Cambridge, OH Marietta, OH Fairmont, WV Beaver, WV Ashland, KY
740-439-2747 740-373-5255 304-534-5454 304-255-1525 606-928-3477
Chillicothe, OH Cross Lanes, WV Norton, WV Cowen, WV Pikeville, KY
740-663-5300 304-204-1818 304-636-6421 304-226-3299 606-432-0321

Need Equipment for Your Next Project?
Call Leslie Equipment and ask about our rental fleet to
ensure productivity and efficiency at your next job site!
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2005
Dale Abbott, CEM
Michael J. Brennan, CEM
Steve Burleyson, CEM
Robert Collett, CEM
Matthew S. Endsley, CEM
Lorne Fleming, CEM
Steve Frazier, CEM
John Gray, CEM
David Greenlee, CEM
Chuck Hoffner, CEM
Jeffrey Holt, CEM 
Peter Huisenga, CEM
Carter LaFoy, CEM 
Michael Lax, CEM
Randall Lykins, CEM
Mark R. Malnack, CEM

John McCorkhill Jr., CEM
Tim Morgan, CEM
Tracy Ochsner, CEM
Troy Peterson, CEM
Marilyn Rawlings, CEM
Barry Schlouch, CEM
Paul Schmidt, CEM
Walt Shaw, CEM
Tom Stoner, CEM
Don Swasing, CEM
Richard VonVolkinburg, CEM
Richard Weston, CEM

2004
Christopher B. Anderson, CEM
Michael A. Bates, CEM
Steve Bell, CEM
Richard J. Brannigan, CEM
Matt Bush, CEM 
Bradley J. Bylsma, CEM
Richard Byrd, CEM
Deborah S. Clark, CEM
Patrick T. Crail, CEM
Rex Davis, CEM
Richard S. Deeds Jr., CEM
David Dingey, CEM
David Doss, CEM
Robert Ermer, CEM
Todd Fulsom, CEM
Darrell Gregory, CEM
Grant Harrod, CEM
Kelly Hogan, CEM
Thomas Kelpe, CEM
Larry LaBarbera, CEM
Robert Lang, CEM
Mark E. Lynes, CEM
Lewis Martin, CEM
Robbie Martin, CEM
Gregory Moore, CEM
Michael O’Brien, CEM
Michael Reischman, CEM
Randy Rendon, CEM
Brian Richards, CEM
David R. Schulhofer, CEM
John Sharp, CEM
Marcus Skaggs, CEM
C. Bryan Soileau, CEM
William Stanley, CEM
Michael Tenski, CEM
Ben Tucker, CEM
Carl Uhinck, CEM
Ervin W. Yahr Jr., CEM
Mike Zobel, CEM

2003
Robert Andrade, CEM
James Brohamer, CEM
Stephen Burton, CEM
Jonathon Chupp, CEM
Dan Delk, CEM
B.E. Denton III, CEM
Kent Field, CEM
Kevin Fritzinger, CEM
Paul Hays, CEM
Stephen B. Howard, CEM
Charlie Johnson, CEM
Terry Kader, CEM
Greg Kittle, CEM
James L. Landolt, CEM
Michael E. Lockhart, CEM
Richard Lower, CEM
Bradley Melcher, CEM
Karen Palencar, CEM
Robert Patterson, CEM
Tom Paulin, CEM
Leon M. Prillaman, CEM
Gary P. Rakes, CEM
M. Lee Shaffer, CEM
L.T. Williams, CEM
William Don Wright, CEM

2002
William Anderson, CEM
David Anderson, CEM

Theresa F. Anderson, CEM
Daniel Bass, CEM
James F. Brandon, CEM
Archer Caldwell, CEM
Richard Campbell, CEM
Charlie Caudill, CEM
David L. Coombs, CEM
Leigh Dennis, CEM
Levi Dungan, CEM
Joe Fiorelli, CEM
Stephen Green, CEM
Bruce Guggemos, CEM
Scott Holland, CEM
Carl W. Huskey, CEM
Ronald P. Hutchinson, CEM
Warren Laing, CEM
Dale T. Leuer, CEM
Ken Mannon, CEM
Bryan K. Maul, CEM
Robert D. McClure, CEM
Rudy Payton, CEM
James B. Pearman, CEM
Raymond Peter, CEM
Michael C. Poorman, CEM
J. Chris Ryan, CEM
Pietro Scarafiotti, CEM
Bill Sterner, CEM
Carlton D. Stevens, CEM
Don Walker, CEM

Pete Walsh, CEM
Judy Workman, CEM

2001
Thomas W. Atkins, CEM
Richard G. Bonistalli, CEM
James T. Brewbaker, CEM
James Conley, CEM
Gregg Cox, CEM
Eddy Elliott, CEM
Herbert Gann, CEM
David Harris, CEM
Sam Houston, CEM
Terry Howard, CEM
Kevin Knaebel, CEM
J. Howard Mann, CEM
Calvin Martin, CEM
John L. Nackers, CEM
Todd M. Perrine, CEM
Erle Potter, CEM
John H. Puzenski, CEM
Samuel W. Reiff, CEM
Tom Serfass, CEM
Don Sprouse, CEM
Burt Thorpe, CEM
Lindsay E. Walker II, CEM

2000
David Allard, CEM
Dan Augstin, CEM

Brett Burgess, CEM
Don Caplinger, CEM
John D. Gaines, CEM
Guy Gordon, CEM
Dave Gorski, CEM
Nick Helms, CEM
Blair Kinker, CEM
Dave Markey, CEM
Charles S. Miller III, CEM
Kevin Power, CEM
Gary Smith, CEM
Richard Stanbery, CEM
Bill Underwood, CEM
Bill Vanden Brook, CEM
William J. White, CEM
Carl Wulf, CEM

1997
Al Beamer, CEM
Frank Bull, CEM

1996
Gary Carpenter, CEM
Bill Cyford, CEM
Gary Dow, CEM
Robert Draves, CEM
Robert Gordon, CEM
Robert Turner, CEM
Dale Warner, CEM

How are
you tracking

your resources?

www.hcss.com
800-683-3196

Resource Management Software
with optional GPS
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Biodiesel Strategies

A lthough biodiesel has been 
around since farmers 
discovered that crop 

remains, such as soybeans and corn, 
could be burned as fuel for tractors, 
it didn’t leave the farm for the big 
city until a few years ago.

Biodiesel and other alternative 
fuels were shoved to center stage 
by the ratcheting up of government 
demands for a cleaner environment 
and the disturbing realization—

pounded home by spiraling fuel 
prices—that the United States had 
become just as dependent on oil-rich 
nations as a smoker is to cigarettes.

One of the first steps toward 
addressing both problems of a 
cleaner environment and petroleum 
diesel withdrawal were efforts to 
find alternative fuels. Ramped-up 
demands from federal and state 
agencies such as the Environmental 
Protection Agency (EPA) and the 

California Air Resources Board 
(CARB), linked with political pres-
sure, lit a fire under the search for 
nontraditional fuels.

Today many fleets, particularly 
municipal, are successfully using 
biodiesel. Proponents say it is a 
renewable, oxygenated fuel made 
from agricultural resources; is bio-
degradable; and is free of sulfur. But 
before fleet managers jump in and 
introduce biodiesel into their fleets, 
certain factors must be considered. 

Biodiesel is created by combin-
ing lesser amounts of petroleum 
diesel with processed vegetable oil, 
animal fats, corn, soy, or recycled oil 
products. It has become one of the 
leaders in first-generation alterna-
tive fuels. Blends are identified by 
the letter “B” and a number, which 
represents the percentage of bio-
products in the blend. For example, 
B20 has 20 percent bio and the rest 
is petroleum diesel. 

These blends can be used in com-
pression ignition engines with little 
or no modifications, according to the 
Navistar Engine Group. Generally 
speaking, OEMs have been slow to 
approve biodiesel, primarily because 
no standards existed that would 
ensure the quality of the fuel when 
it was refined. In the past, OEMs 

16

The Official Publication of the Association of Equipment Management Professionals

It’s a viable alternative, so what needs to be known about 
putting biodiesel into a fleet?

By G.C. Skipper, Contributing Editor

Jeffrey Tews pumps biodiesel from the underground storage tank at the Milwaukee central repair garage 
into a new municipal fleet dump truck.
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warned fleet managers that biodiesel 
use could void the engine warranty.

Although OEMs were in the 
forefront in researching alternative 
fuels (John Deere was the first off-
highway engine manufacturer to 
recommend biodiesel and factory-
fill it in North America), some had 
concerns about the availability and 
consistency of suppliers; increased 
NOx emissions from biodiesel; 
compatibility of seals, gaskets and 
other material; cold-weather perfor-
mance; stability and storage; thermal 
degradation at elevated temperatures; 
and lower energy content. 

Today, however, the OEM comfort 
zone has greatly improved, thanks to 
two industry standards. One is BQ 
9000 from the National Biodiesel 
Board, a national biodiesel accredi-
tation commission. The second is 
ASTM D6751. Both address how 
biodiesel is processed and handled.

Joe Mastanduno, product mar-
keting manager for engines and 
drivelines at John Deere Forestry 
and Construction, says the stan-
dards have enabled the fuel to 
become a mainstream product.

“These standards were developed 
over the last few years to make sure 
the fuel is produced and handled 
correctly,” he says. “That was one 
of the problems biodiesel had in the 
past. Everybody produced it and 
handled it differently, so when it 

got to the user it did not have the 
desired affects sometimes. Today 
biodiesel is a real product.”

Volvo Construction Equipment 
also waited for biodiesel standards, 
according to John Bartz, emissions 
solutions manager.

 “There was really nothing out 
there to measure biodiesel against,” 
he says. “Now that we have a 
yardstick to hold biodiesel up to, 
I think many OEMs feel more 
comfortable about it. Although 
standards don’t guarantee quality, 
this goes a long way toward a more 
stable supply base.”

During the past two or three 
years, many engine manufacturers 
have approved B20 and other 
blends for their engines, according 
to Mastanduno, but he cautions 
fleet managers to confirm that with 
individual engine OEMs. Fuel sys-
tems need to be approved, too. 

Biodiesel is created by combining lesser amounts of petroleum diesel with pro-
cessed vegetable oil, animal fats, corn, soy or recycled oil products. It has

 become one of the leaders in first-generation alternative fuels.  
(Photo courtesy of John Deere.)

“Now that we have 
a yardstick to hold 
biodiesel up to, I 
think many OEMs 
feel more comfort-
able about it.”

John Bartz, Volvo
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At Volvo, Bartz says biodiesel can 
be used across the company’s entire 
product line. “There is a different 
percentage for smaller engines 
versus larger engines, but all are 
approved for at least B5,” he says. 

Navistar has approved biodiesel in 
blends up to B20 for all International 
engines. Although engine modifica-
tions might be required for some 
engines, those manufactured in 2007 
and beyond need none to accom-
modate the use of B20. Some states 
now mandate B20, so Navistar’s 
MaxxForce engines can safely burn 
that blend. Navistar also approves 
blends of biodiesel up to B5 in all 
MaxxForce engines prior to 2007, 
provided the fuel meets ASTM 

D6751 and D975 standards, accord-
ing to a company information sheet.

Caterpillar allows B30 to be used 
on most engines under the condition 
that the biodiesel and the final blend 
meet the appropriate specifications.

“There are numerous items to 
consider beyond this,” says Jared 

Parsons, a fuel/coolant engineer 
with Caterpillar. “They are laid 
out for end-user consideration in 
our company documents, such 
as Caterpillar Machine Fluids 
Recommendations.”

Even so, biodiesel raises questions 
as to what types of fuel-related fail-
ures individual manufacturers may 
exclude from warranty coverage.

Jeffrey Tews, fleet operations 
manager for the City of Milwaukee 
(Wis.), has no qualms about using 
biodiesel. He has 493 pieces of 
construction equipment, 260 dump 
trucks, 200 refuse trucks, and 150 
other miscellaneous vehicles run-
ning on the fuel. And he has a 
mixed fleet that includes engines 

manufactured by Caterpillar, 
Cummins, John Deere and others.

Tews gradually introduced 
biodiesel into his fleet. He started 
with B2 in the latter part of 2006. 
In 2007 he “ramped up” to B5 
and later in the year to B10. “For 
a good portion of 2008, we burned 

6 Tips on Biodiesel

Jeffrey Tews, fleet operations 
manager for the City of Milwaukee, 
offers the following pointers to 
others considering the switch: 

Know your supplier and where 
he gets the biodiesel. 

Ask if the biodiesel meets BQ 
9000 standards. 

Make sure the fuel has been 
manufactured to ASTM standard 
D6751, the latest revision.

Find out what type of biodiesel. 
Is it a vegetable oil or an animal 
fat? Both will comply with the 
standards, but in colder regions, 
such as Milwaukee, tallow-
based biodiesel has a gel point 
of about 45F. The gel point of 
soy biodiesel is about 32F. To 
keep gel point down, Tews says, 
use additives. 

Be careful to monitor water 
levels in storage tanks. 
“Biodiesel attracts and holds 
water more so than petroleum 
diesel. You can expect to find 
a little water drop-out in the 
bottom of your tank, which 
means the tank will have to be 
pumped out every once in a 
while,” Tews says. 

Test fuel periodically in cold-
weather use. To avoid problems, 
Tews advises fleet managers who 
buy their fuel to add a requirement 
in their fuel specifications that 
CFFP (Cold Fuel Filter Plugging) 
must be, for example, -30F, 
or whatever the appropriate 
temperature should be.

■

■

■

■

■

■ Jeffrey Tews checks water-level readout from the central repair garage underground tank monitoring 
system. The system’s more-accurate readouts have replaced the “sticking the tank” checking method.
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B20,” he says.
Tews said the end result has been 

pretty much what he expected, 
thanks to extensive research he did 
before trying biodiesel. He discov-
ered, for example, that biodiesel 
was a detergent and so expected an 
increase in filter changes.

“We knew we would be changing 
fuel filters at an accelerated rate,” 
he says. “The first full year of use 
we saw almost a two-fold increase 
in the amount of fuel filters we 
replaced. Anything that is in the 
tank is basically being cleaned up 
and is caught in the filters.” The 
high rate of filter changes lasted for 
about a year, then it started to taper 
off as the system became cleaner. 

The fuel changeover did not 
require any changes in storage, Tews 
says. “We just started pouring B2 
into our storage tanks. We didn’t 
have to change any infrastructure, 
we didn’t have any O-ring problems, 
and we didn’t have to do any costly 
modifications.”

Maria Redmond, biofuel sector 
specialist for the Wisconsin Office 
for Energy Independence in 
Madison, suggested cleaning tanks 
before converting.

“The conversion is minimal,” 
she says. “You clean the tank out 
so there is no diesel residue in it, 
depending on how old the tank is. 
The tank should be evaluated to 
see if it has the proper valves. If 
not, the Department of Commerce, 
which does the inspection, recom-
mends investing in a new tank.”

Biodiesel should not be stored 
any longer than six months, either, 
as it is susceptible to algae and 
water, OEMs warn. 

Tews also found that biodiesel 
does not have the same amount 
of BTUs per gallon as petroleum 

diesel, so he did not expect any 
increase in fuel economy. 

“However, we definitely have 
cleaner emissions as a result of biodie-
sel,” he says. “For example, when you 
burn B20 you are decreasing your 
hydrocarbons by about 20 percent 
and decreasing your carbon monoxide 
and particulate emissions by about 
12 percent each.” 

Running biodiesel does cost a 
little more, but Tews called that 
expense marginal. “We found it 
worked out to about one penny per 
percentage point. That’s about two 
cents more per gallon than the cost 
of just petroleum-based diesel.”

By coincidence, when he started 
burning biodiesel in August 2006, 
it was right before the big change-
over to ultra low sulfur fuel, which 
weakens lubricity. “What we lost 
in lubricity with the new fuel we 
made up for with the 2 percent 
biodiesel,” he says. “The timing 
couldn’t have been better.” 

Last year, Tews’ municipal fleet 
burned 175,000 gallons of biodiesel. 

He generally burns about 1 million 
gallons of regular diesel per year, and 
he’s looking to increase biodiesel use 
this year.

The Wisconsin Office for Energy 
Independence will help to connect 
fleets with a qualified biodiesel 
supplier, Redmond says. Her office 
routinely bids out for fuel every two 
years, but biodiesel has not been 
included due to a lack of demand. 
All that changed recently. 

“Currently [fleets] can go to any 
supplier they choose to purchase 
the fuel,” Redmond says. “The 
next time we go out to bid we 
will include biodiesel.” 

Redmond illustrates the state-
wide trend toward biodiesel with 
these statistics: The consumption of 
B20 in 2006, when biodiesel was 
first used, totaled 6,404 gallons. 
In 2007, consumption went up to 
60,331 gallons.  When statistics are 
finalized for 2008, she says, biodiesel 
consumption should be only slightly 
more than was used in 2007. 

“That’s because the biodiesel 

A John Deere technician refuels a tractor with biodiesel. Deere prefers that B5 be used but says 
concentrations up to 20 percent (B20) can be used in all its engines. (Photo courtesy John Deere.)
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industry itself has slowed down,” 
she says. “There hasn’t been that 
much consumption in Wisconsin 
recently. Production issues and 
quality concerns accounted for the 
slowdown in the state.” 

Wisconsin is working toward a 
10-percent reduction in petroleum-
based diesel by 2010. One of the 
biggest challenges her agency faces, 
Redmond says, is price.

“It’s hard for us to push biodiesel 
when fleets in each of our agen-

cies have tight budgets due to the 
economy,” she says. “Biodiesel is 
more expensive. By the formula we 
use, B2 is about two cents higher 
than regular diesel; B5 is five cents 
higher; B10, 10 cents higher; and 
so forth. There are tons of benefits, 
but price and cold flow are issues.”

Other concerns identified with 
biodiesel include moisture absorp-
tion, incompatibility with some 
filters in the field, increased servic-
ing of engine components, possible 

oxidation at elevated temperatures, 
possible formation of sludge and 
sediments, and possible damage to 
paint exposed to biodiesel.

Many of these issues will be 
resolved as biodiesel is improved, 
Redmond says.

“Biodiesel and the other present-
day alternative fuels have provided a 
good base for future development,” 
she says. “We are very aware of carbon 
footprint. We don’t want to create a 
bigger problem than we solve.”  EM 
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A Dissenting View

Not all fleet managers believe that biodiesel is ready for 
prime time. One of them is Robert Andrade, CEM, vice 
president, asset management for Parsons. 

“There are so many requirements that it’s more of a problem 
than a benefit for us,” he says. “Even climate considerations 
are involved.”

In addition to temperature, he cites labor expenses, fuel 
storage that requires close monitoring, and warranty 
questions.

Biodiesel is readily available for Parsons’ operations in 
Sumner, Washington, but “big emblems” are posted on 

pumps that caution buyers that they might not want to use 
the fuel if the temperatures is below 45 F.

 “That’s because the fuel supplier doesn’t want to get 
pinged for leaking gaskets, gelling and fuel filter clogging,” 
Andrade says. “In the Pacific Northwest, the temperature is 
always bouncing between 30 degrees at night and maybe 
50 degrees during the day. Those types of temperature 
ranges eliminate about four months of the year.”

Andrade says cost is a concern, especially in a union area, 
for the extra labor associated with testing, keeping stock 
segregated, and monitoring the fuel for microscopic growth.

Moisture contamination is a problem. “You have to minimize 
the moisture condensation to keep it stored,” Andrade says. 
“That means vehicle tanks have to be as full as possible 
at all times. You have to keep testing the fuel, but how 
often depends on the grade of the biodiesel: B15, B20, 
B100. Each blend requires different test periods. The more 
biodiesel you have, the more you have to test it, the more 
you have to monitor it.” 

If a machine goes down, fuel will sit in the tank. “With some 
crane parts, you can wait for six months,” Andrade says. 
He says the limited use of biodiesel among fleets “is simply 
because our industry is not very good at fuel management 
to start with. 

“With biodiesel, you have to take fuel management to the 
next level,” he says. “That might work in a high-production 
environment, but construction is not high-production. Many 
fleets don’t have the resources to take care of the costs 
associated with monitoring, testing and storing the fuel.”

Finally, Andrade says he’s concerned about the risk 
exposure surrounding engine warranties. He says fleet 
managers need to be aware that if biodiesel causes a 
problem, the engine may not be covered by the warranty. 

Bob Andrade, CEM, Parsons, has decided not to use the alternative fuel in his 
fleet. Here he poses with a biodiesel pump that has a sign cautioning buyers 
about temperatures and biodiesel performance.
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Informal Mentor

Mentoring, a word that 
conjures up a certain 
academic mystique, 

may seem out of place in the dirt-
moving, yellow-iron world of 
construction with its hard hats and 
clanging shops. Fleet managers, 
too busy monitoring machines 
and tracking fuel consumption, 
utilization rates and an endless array 
of other daily functions, aren’t apt 
to pay much attention to the word, 
much less understand it.

Yet the many faces of men-
toring are quickly recognizable 
once you know what it is. Just 
ask Chris Ryan, CEM, vice presi-
dent of equipment for Boh Bros. 
Construction in New Orleans. 
He’s been doing it for 34 years.

“Mentoring takes on many 
different forms,” Ryan says. “It is 
not a formal program with us. and 
there is no procedures manual. 
But over the years, we’ve learned 
that there are steps that need to 
be taken to develop people in the 
different crafts, develop supervisors, 
develop machine operators, drivers 
and technicians.”

In other words, mentoring is 
nothing more than helping train, 
guide and direct employees along 
their particular career paths. Boh 
Bros., for example, uses appren-
tices and makes sure they receive 

additional training along with the 
basics. They are teamed up with 
qualified journeymen to make sure 
they are properly instructed before 
they are allowed to work on their 
own, Ryan says.

Technicians, for example, start 
out as mechanic helpers and 
gradually proceed through online 
electronic training by several major 
OEMs in such crafts as engine 
repair, hydraulics, electrical and 
drive train.

“Employees do it at their own 
pace on their own time,” Ryan says. 
“During this time period while they 
are gaining the knowledge they 
need to do the job, they are work-
ing with a qualified journeyman. 
That gives them hands-on training 
on a daily basis and that, in turn, 
gives them the knowledge base they 
need to work on their own.”

The informal mentoring program 
also extends to the company’s over-
the-road truck drivers, Ryan says. 

Boh Bros. uses a “step wise” method 
for progressing in this area. 

“We don’t just hire someone off 
the street to drive our largest low-
boy tractor,” he says. “We typically 
hire someone to drive a flatbed or 
delivery truck. Once they get the 
proper endorsements and licensing, 
we give them the opportunity to 
build added time on other vehicles, 
such as a roll back truck.”

Experienced drivers monitor this 
training, and once management 
and the drivers feel the neophyte is 
ready, they move him to the next 
step. That could be a fuel truck, for 
instance. It takes awhile, Ryan says, 
but eventually the trainee reaches 
the premiere position of driving the 
company’s largest lowboys. 

Ryan doesn’t just select an indi-
vidual that he thinks is bright and 
trainable to be mentored. Anyone 
who is qualified to be hired by the 
company can expect the same inten-
sive career training.

The incentive for trainees to spend 
their own time to develop their skills 
is simple: They get more pay as they 
progress. Yet if an individual goes 
six or eight months with no training 
activity on his record, a conference 
is held with that person. “We have 
an understanding that if they are not 
going to develop, then we can’t 
use them.”

By G.C. Skipper, Contributing Editor

There is no procedures manual, but Chris Ryan and his staff 
at Boh Bros. continually work at employee development.

“We have an under-
standing that if they 
are not going to 
develop, then we 
can’t use them.”

Chris Ryan, CEM
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At the top of the priority list for 
anyone who works at Boh Bros, 
regardless of position, is safety. The 
company uses a job safety analysis 
(JSA) to reinforce this emphasis on 
safe and proper procedures.

“JSAs refer to a process where, 
for instance, if someone is going to 
pull the tracks off a bulldozer today, 
that person has to think of all the 
things that can happen, think of all 
the hazards involved in taking the 
tracks off, ” Ryan says, “He then 
lists them, and after that, he lists 
the things that can be done to pro-
tect himself from those hazards.”

This conscious process of analyz-
ing what they are going to do each 
day forces employees to stop and 
think, Ryan says. “I can’t tell you 
how important this is to our busi-
ness. The challenge is to keep the 
process fresh so it doesn’t become 
just more paper work,” he says. 
Managers need to be constantly 
working with employees to help 
them understand the importance 

of JSAs to safe operations.
One employee who knows first-

hand how successful the company’s 
informal mentoring program has 
been is Gary Lipani. His first 
job at Boh Bros. was as a laborer. 
Today, he is the supervisor of the 
company’s equipment facility in 
Hammond, La. 

“I started out in the pipe divi-
sion and stayed there a couple of 
years,” Lipani says. When Ryan 
found out Lipani had experience 
working with glass, Lipani was 
given an opportunity to move to 
the equipment department. 

 “I was not a mechanic,” Lipani 
says. “But I was good at working 
with glass. At the time, we were 
using a couple of outside vendors 
to do our glass work. Chris Ryan 
wanted to bring that work in-house, 
and when he found out I had some 
experience in this area, he moved 
me over to the equipment division. 
Eventually, we brought all the glass 
work in-house, repairing cranes, 

trucks and other equipment.”
Lipani’s work was monitored by 

Ryan and an immediate supervisor. 
The process went so well that 
Lipani was offered an opportunity 
to move into the office when a 
position came open.

“My immediate supervisor 
asked me if I was interested—and 
I certainly was,” Lipani says. He 
progressed from there. Now, as 
supervisor of the Hammond facility, 
Lipani finds himself in the mentor-
ing loop, guiding other employees 
along career paths and having them 
advance safely and with the fully 
developed skills they need.

“There is a tremendous respon-
sibility that goes with [mentor-
ing],” Lipani says. “We are putting 
people out on the road everyday, 
and in construction, there are a lot 
of opportunities to get hurt. You 
have to be willing to take on that 
responsibility and the attitude that 
goes with it”

 Lapini is an avid proponent of 
mentoring. “It is absolutely invalu-
able in our business.”

 “Mentoring is a two-way street,” 
Ryan says. “Any supervisor with 
any ability knows that he has to 
learn from his trainee as well.”

Mention mentoring around 
contractors, Ryan says, and the 
response he hears most often is, 
“I don’t mentor.” 

“Those contractors aren’t even 
aware that they are already doing 
it,” he says. “What about the safety 
meetings they hold or assigning 
guys to do a job and discussing 
the hazards of that job with them? 
What about the continuing com-
munication that is required to make 
sure people are working safely, effi-
ciently and are doing quality work? 

“That,” he says, “is mentoring.” EM

Mentoring has been the basis of employee career advancement at Boh Bros. Construction for 34 years. 
Although the company has no formal program, it is an important part of the Boh Bros. corporate culture. 
Chris Ryan, CEM, left, mentored Gary Lipani, who started out as a laborer and now is supervisor of the 
Boh Bros. facility in Hammond, La. 
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I  t’s simple, really. By eliminating 
engine idle time, equipment-
management professionals 

plug up a big hole that wastes fuel, 
and simultaneously, they rid the 
environment of health-damaging 
pollutants. The rub, however, is to 
impress on vehicle and equipment 
operators the importance of turning 
engines off when work isn’t being 
done.

During a 2005 meeting of the 
Great Lakes Regional Pollution 
Prevention Roundtable in New 
York, Mike Moltzen, Environmental 
Protection Agency, Region 2, 
encouraged fleet professionals to use 
current technology in addition to 
operator training to reduce idling 

time. Moltzen’s recommendations 
included auxiliary power units, 
small engines that provide power 
to the main engine without idling; 
advanced truck stop electrification 
for long-haul rigs; and automatic 
shutdown devices, sometimes called 
idle limiters. Limiters are timed 
to turn off the engine, as a rule, 
after three to five minutes of idle. 
Moltzen informed managers that 
federal funds were available to 
implement such technologies. 

Moltzen’s message in 2005: 
“The Three R’s—retrofit, replace, 
reduce idling.” Fleet managers 
have paid attention, including Bill 
Vanden Brook, CEM, fleet service 
superintendent for the City of 

Madison (Wis.).
 Vanden Brook installed idle 

limiters mainly on his on-highway 
equipment. “That’s where our fuel 
is primarily consumed,” he says. 
“Heavy diesel trucks and some of 
the newer off-highway machines 
[also] now have idle limiters.”

 Vanden Brook says newer com-
puter-controlled engines have a 
parameter that allows them to be 
programmed to shut off after a pre-
determined amount, such as three 
minutes or five minutes, of idling.

The shut-down time can vary, 
says Vanden Brook. “If it’s very cold
—like today in Wisconsin, it’s five 
below zero—you have a different 
parameter setting. Or you can use 

By G. C. Skipper, Contributing Editor

No Time for Idling
For savvy fleet managers, the days of engine idling are over.
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ambient air temperature sensors that 
tie into the idle limiter. As the 
name implies, the sensors detect 
the ambient air temperature, and 
if it is below a certain degree or 
above a certain degree, shuts down 
the engine along with the heater 
or air conditioner. It can also be 
programmed to continue running, 
depending on how the idle limiter 
is set.”

The options are numerous, 
Vanden Brook says, and they can 
be as simple or as complex as the 
circumstances require. Idle limiters 
are money-savers and cut down on 
harmful emissions, thus meeting 
state and EPA standards. But on 
the down side, they require mainte-
nance that not all fleets can provide.

“Maintenance tends to require 
more technical knowledge and 
ability than the old days,” Vanden 
Brook says, “so technician training 
plays in pretty heavily.”

Shut down devices can be fac-
tory installed when equipment 
is ordered or retrofitted with a 
variety of aftermarket products. 
Vanden Brook plans to follow the 
retrofit route and use federal funds 
pay for it.

“We have applied for a $400,000 
grant that is available through the 
EPA,” he says. “This will let us 
retrofit a fair number of equipment 
pieces. The grant money not only 
includes idle limiters, but also 
other technologies, such as auxiliary 
power units and dedicated fuel 
tanks for biodiesel.”

Idle reduction devices will go on 
105 units in Vanden Brook’s fleet. 

“You could save 105 gallons of 
fuel a day,” he says. “From an emis-
sions standpoint, you are not gen-
erating any pollutants because you 
aren’t burning that amount of fuel. 

Also, these are newer technology 
engines so they burn cleaner than 
older non-Tier engines. If we can 
reduce more particulates, we could 
avoid becoming a nonattainment 
area [no mandatory vehicle inspec-
tions]. We are right on the border.”

If Vanden Brook obtains the 
federal grant, it will allow him 
to contract with local equipment 
dealers to make the change and do 
the programming instead of relying 
on his own staff.

Vanden Brook also factored in the 
return on investment.

“It’s hard to get a true ROI at 
times because so much depends on 
the individual operator,” he says. “A 
very diligent operator who shuts the 
engine off every time he takes a lunch 
break doesn’t need an idle limiter. 

“But if you have someone who 
starts the engine at 7:00 in the 
morning and doesn’t shut it off 
until he leaves work at 3:00 in the 
afternoon, then you have an oppor-
tunity to save a gallon of fuel a day 
with an idle limiter. Considering 
the cost of fuel, it would not take 
long to get your ROI.”

Idle limiters also eliminate one 
maintenance service per year for 
every vehicle, Vanden Brook says, 
which is about half the cost. He esti-
mates the return could be realized 
between six months and two years.

Many OEMs have their own idling 
technology, including Navistar. 

“There are some telematic devices 
that can be installed to remotely 
monitor a unit,” says Nick Lengacher, 
Navistar’s product manager, North 
American Vocational Trucks. 
“The International system, called 
AWARE, allows a fleet manager 
to go into a portal and monitor 
idle time. It does not give him 
the ability to remotely shut down 
the vehicle. There is some liability 
involved there.”

The International idle limiter 
system detects when a PTO is acti-
vated and the engine is ramped up. 
“We won’t shut the engine down 
in a case like that,” Lengacher says.

A fleet manager could also install 
idle limiters with no problem, 
Lengacher says. “There is no new 
hardware to add. Any International 
dealer with the software tool can 
install it. Many bigger fleets actu-
ally have the software capability 
to do the installation themselves. 

These screens are from an idle limiter for a wheel 
loader. Fleet managers can control excessive 
machine idling by selecting one of the functions, 
for example, option 3, “auto idle” (top screen). 
The bottom screen shows a series of times that a 
fleet manager can choose before engine speed is 
reduced. (Photos courtesy of John Deere.)
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Parameters established by the fleet 
manager are set by laptop.” 

Lengacher says fuel savings can 
be calculated based on a rule of 
thumb of one gallon of fuel burned 
per hour of idling.

Joe Mastanduno, product mar-
keting manager for engines and 
drivelines at John Deere Forestry 
and Construction, says that idle 
limiters simply have a timer inside 
that counts time and, at some 
point based on a pre-set number, 
kicks in. “With electronically con-
trolled engines, the device moni-
tors what the engine is doing, and 
takes action.”

Two sets of intervals are generally 
considered with idle limiters. One 
is auto idle, when the computer 
senses the engine has been at idle 
for a long time and brings the idle 
down. The second is a timer that 
takes action only after the auto idle 
runs a certain amount of time. Auto 
shut down turns off the machine.

Although it is easier to install 
idle limiters at the factory, 
Mastanduno says, a fleet manager 
can have a third party handle the 
installation. Since idle limiters are 
inexpensive ($500 to $1,000) the 
ROI is quick, especially with esca-
lating fuel prices. 

“It depends on how you train the 
operator,” he says.“In effect, it forces 
the operator to get out of the cab, 

not sit there having lunch with the 
engine idling.” 

Among the studies conducted by 
Deere, Mastanduno says some show 
that certain types of machines idle 
30 percent to 40 percent of the 
time. 

“Loaders, for example, wait-
ing for the next truck to come in, 
fall into that category,” he says. 
“You have to look at each machine 
and calculate how much time the 
machine is idling. If it falls into 
that 30-to-40 percent category, you 
can realize an immediate reduction 
of 30 to 40 percent in fuel costs.”

Shut downs, however, shouldn’t 
catch the operator off guard. “You 
don’t just want to let it happen,” 
Mastanduno says. “The guy may 
be into the next operation and you 
don’t want the machine to just cut 
out. You have to have data coming 
back to keep your guy informed.” 

Although each OEM has its own 
idle limiter designed for its specific 

Refuge trucks can be equipped with idle limiters to avoid excessive idling. The 
limiter on this International is programmed to detect the difference between 

engine idling and power take-off unit engagement, so not to shut down a PTO in 
operation. (Photo courtesy Navistar.)

“Idle limiters are 
money-savers and 
cut down on harm-
ful emissions. But on 
the down side, they 
require maintenance 
that not all fl eets can 
provide.”

Bill Vanden Brook, CEM 
Fleet Service Superintendent

Madison, Wis.
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engine, Mastanduno says, “when a 
customer buys the engine, he buys 
the computer along with it. The 
computer comes with a package 
and in it is the software for the 
idle limiter. The auto idle limiter 
is in that software package.”

Sam Houston, CEM, and divi-
sion chief fleet manager for the 
City of Jacksonville (Fla.), says if 
all vehicles, on- or off-road, are 
thrown into the mix, they idle, 
on average, 25 percent of the 
time. “That’s significant when 
you consider that an hour of 
idling is equivalent to 30 minutes 
of driving,” he says.

Houston says he could save 
about $150,000 to $200,000 a 
year if he could get his operators 
(except fire truck drivers) to cut 
down on unnecessary idling.

Although he is not yet using 
idle limiters, Houston has instituted 
a policy prohibiting engine idling. 
Backed by Jacksonville’s mayor, he 
has met with all department heads, 
asking them to enforce the new 
policy. He has sent out a flurry of 
e-mails to all vehicle coordinators. 
He has made up special cards to 
post in operator cabs, and nearly 
every vehicle has a bumper sticker 
with a phone number for citizens 
to use in reporting vehicles not fol-
lowing the no-idling policy.

The message is clear, Houston 
says. “We are policing you. We 
are watching you. We are going to 
stop idling.” He’s hopeful his oper-
ators and drivers will “do the right 
thing and I can get the results I 
want voluntarily.” If not, he’ll start 
looking at idle limiters.  EM 

Dangerous 
Reminder
Sometimes it’s easy to lose 

sight of what is being fought 

on the battleground. The EPA’s 

Mike Moltzen reminds us what’s 

at stake.

Particulate matter: deep lung 

penetration

Nitrogen Oxides (NOx): smog/

ozone precursor

Air toxics: 40 hazardous 

chemicals 

Diesel pollution causes 

aggravated asthma, lung 

damage, respiratory ailments, 

cancer and premature death. 

■

■

■

To avoid excessive engine idling this International dump truck is equipped with an idle limiter that automati-
cally shuts the engine down after a pre-determined time allotted for idling. Parameters are set by the fleet 
manager. (Photo courtesy Navistar.)

Tax Exemption
Fleet managers who have idle 

limiters on mobile or stationary 

equipment could be exempt 

from paying federal excise tax 

on the devices.

The exemptions are part of 

the Energy Improvement and 

Extension Act, which became 

effective October 4, 2008.

The idling reduction technologies 

are organized by the technology 

type and listed by company/model.

For additional information and 

further details, fleet managers 

should see the instructions for 

Form 720, Quarterly Federal 

Excise Tax Return, which can be 

found at www.irs.gov, or contact 

Stephanie Bland or Celia Gabrysh 

at the IRS, (202) 622-3130.
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Lift Equipment 
Maintenance Tips

Y our crane is down on a critical job site with no 
time to lose. Twenty guys are standing around 
waiting for a beam to be lifted into place or 

a concrete wall erected, and the whole job comes to a 
screeching halt because the equipment isn’t working 
properly. You’re tempted to buy that inexpensive 
will-fit part from the guy down the street, just to 
get things up and running again. Here’s why it isn’t 
worth the risk.

Proper lift equipment maintenance not only prolongs 
machine life, but it is also the first step toward keeping 
workers safe on the job. There are a number of mainte-
nance considerations specific to cranes that equipment 
maintenance technicians should keep in mind.

One of the simplest, yet most important, things 
to do is to use OEM-supplied parts. This is the only 
way to ensure the integrity of the replacement. These 
parts are inspected and quality-control tested by the 
OEM to exact equipment specifications designed by 
the manufacturer. Non-OEM parts suppliers, in most 
cases, are not even aware of the manufacturer’s specifi-
cations nor do they have access to review the original 
specifications against the design drawings. 

The decision to use aftermarket parts is often driven 
by one of two things: availability or cost. 

Availability of replacement parts is critical to the 
operational efficiency and uptime for any piece of 
equipment. When equipment requires repair, some 
end-users focus on the initial cost of the part. But they 
fail to consider the true cost of a repair and the life-
time cost of ownership.

The cost of unexpected downtime due to inferior 
parts or associated components not functioning per 

The interdependence of the Equipment Triangle keeps 
cranes and other lifting equipment operating safely. 

By John Bittner

The cost of unexpected downtime due to inferior parts or associated 
components not functioning per specification will increase the equipment’s 
total lifecycle cost.
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specification will increase the 
equipment’s total lifecycle cost. For 
example, if a generic part functions 
at 95 percent of the original part’s 
efficiency, has a lifespan rated at 80 
percent of the OEM part, and ini-
tially costs 20 percent less, end-users 
could risk losing thousands of dollars 
due to additional downtime while 
also potentially spending more on 
fuel to operate the equipment.

Availability is another issue. 
Obtaining the right part quickly 
is a top priority for all equipment 
owners with a crane down in the 
field. Many equipment manufac-
turers have developed numerous 
systems and processes to be able 
to deliver faster parts and service. 

An extensive dealer and distribu-
tor network is one of the first steps 
to being able to provide efficient, 
localized service. These dealers, 

supported by manufacturer-
supported regional repair technicians, 
are the front line when faced with 
equipment down in the field. And 
working with them for more routine 
preventive maintenance can not only 
avoid unscheduled downtime, but 
can also increase the life of the crane.

Look for dealers who encourage 
their technicians to take advantage 
of manufacturer-sponsored train-
ing programs. These programs 
help build a better understanding 
of operating systems, components, 
maintenance, and repair of specific 
crane brands and models. This 
knowledge, applied to a downed 
crane, helps ensure that it will be 
repaired quickly and correctly, 
giving additional peace of mind 
not available when purchasing 
from a non-OEM approved source. 

Some manufacturers, through 

their dealer networks, also offer 
24/7 online parts ordering so parts 
can be ordered and shipped at any 
time, from any place in the world. 

But the most important thing to 
keep in mind when you are respon-
sible for repairing and maintaining 
cranes or any other type of equipment 
is to follow manufacturer-recom-
mended service intervals. Service 
intervals and other maintenance 
recommendations outlined in 
OEM service manuals are designed 
to help keep equipment running at 
optimal levels, which helps owners 
and operators stay up and running 
and profitable with their equipment.

Remember the old saying: 
Maintenance doesn’t cost, it pays!

– John Bittner is director, global 
marketing, for Manitowoc Crane Care.  

H O W  T O  M A I N T A I N  H O O K S

1. Before use, hooks must be inspected  
 by an experienced rigger.

2. Remove a hook from service if any of  
 the following are in evidence:

a. Cracks, nicks or gouges

b. Twist exceeding 10 degrees from 
 plane of unbent hook

c. Damage or malfunction to the latch

d. Throat opening exceeding 
 15 percent

e. Wear exceeding 10 percent 
 of original dimension

f. Damage from heat

g. Unauthorized repairs

3. Cracks, nicks and gouges should be  
 removed by a qualified person. Grind  

 lengthwise, following the contour of 
 the hook.

4. If removing the damaged area results  
 in a loss of more than 10 percent of   
 the original dimension, the hook must  
 be replaced.

5. Never repair, alter or reshape a   
 hook by welding, heating, burning or  
 bending, unless approved by the hook  
 manufacturer.

6. When lifting, ensure the hook, not   
 the latch, supports the load. The sling  
 or lifting device must always be seated  
 properly in the bowl of the hook.

7. Never side load, back load or point
  load a hook. All reduce hook strength  
 and create an unsafe condition.
 Point loading can reduce hook 
 capacity as much as 60 percent.
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When we set out to create the best production loaders in the business, we turned to the best minds in

the business — yours. In fact, our K-Series is the result of hundreds of owner and operator suggestions.

From efficiency-boosters like our auto idle/shutdown feature and available five-speed powershift

transmission with lock-up torque converter, to our exclusive NeverGrease™ pin joints and easy-

cleanout Quad Cool™ system for maximizing uptime. To see the result of your big thinking, visit your

John Deere dealer today or call 800-503-3373. www.JohnDeere.com/thinK

Look what happens when we put your heads together.
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HOW TO MAINTAIN MOBILE CRANE TRANSMISSIONS

1. Put on gloves before handling and   
 checking the condition of your 
 wire ropes.

2. Wire ropes should be cleaned at  
 intervals using a brush to remove 
 hardened deposits of grease, which 
 prevent the penetration of lubricants.

3. Do not use solvents for cleaning. 
 They may destroy the textile or 
 synthetic components which make 
 up the wire rope.

4. The wire rope must be checked over 
 its entire length.

5. Check the level of wear and the 
 proper functioning of the sheaves: 
 One defective sheave in a circuit 
 may result in premature wear to the 
 wire rope.

6. Apply grease using the product 
 recommended by the manufacturer. 
 The lubrication intervals must take 

 the specific conditions of usage 
 into account: proximity to the coast, 
 metallurgical or chemical 
 environment, harsh climatic 
 conditions, etc.

7. All wire ropes showing a broken 
 strand, a collection of visible broken 
 wires, deformation, corrosion, 
 kinks, pleats, crushing, etc. should 
 be scrapped.

8. A worn or damaged wire rope 
 should only be replaced with a 
 rope recommended by the 
 equipment manufacturer.

9. When replacing the wire rope, 
 it must be possible to brake the 
 drum (coil) to prevent the rope from 
 unwinding too fast or dragging when 
 winding up.

10. The length of the new wire rope should  
 match the crane configuration and   
 should cover all drum winding layers.

H O W  T O  M A I N T A I N  W I R E  R O P E

1. Follow fluid and filter rules set by  
 the transmission manufacturer. Many  
 transmission failures can be avoided  
 with adherence to service schedules.

2. Transmission fluid cools, lubricates  
 and transmits hydraulic power. Too  
 little fluid and the torque converter,  
 bushings, bearings and clutches will  
 not receive an adequate supply of  
 oil. Too much oil can cause it to  
 aerate, resulting in overheating.

3. Oil leaks primarily occur around the  
 side of the transmission casing,  
 external oil cooler or where power  
 take-off points are located. Check  
 these points frequently.

4. Try to keep a transmission free of  
 contaminants. Solid foreign bodies

  have a detrimental effect on
 bushings and roller bearings.

5. Driveshaft components, the oil cooler,
 and transmission filter regulator  
 should be examined at 25,000 mile  
 intervals.

6. Check fastener tightness. Bolts  
 with an incorrect torque can cause  
 vibration. Stripped threads may lead  
 to transmission removal for main  
 case replacement. 

7. Check electronics and wiring  
 harnesses as part of an inspection.

8. Have crane operators report potential  
 troubles such as odd automatics  
 shifts, fluid leaks and unusual noises  
 and take action to avoid downtime.

ex0905EM_MaintMan.ID   32ex0905EM_MaintMan.ID   32 4/27/2009   2:32:49 PM4/27/2009   2:32:49 PM



LET’S CLEAR THE AIR
MAXXFORCE

® ADVANCED EGR IS THE CLEAR SOLUTION FOR 2010 EMISSIONS STANDARDS

What’s the best way to approach 2010 emissions standards? You have a choice to make. Get all the facts, 

and you’ll see MaxxForce Advanced EGR is clearly the way to go. 

1. WE THOUGHT OF CUSTOMERS FIRST 

We believe compliance with 2010 standards should be our responsibility, so our solution takes the burden off the 

customer—both fi nancial and operational. MaxxForce Advanced EGR takes care of emissions inside the engine 

cylinder. So there’s no extra weight, no additional employee training, and no cost or hassle in dealing with urea. 

2. WE MADE IT EASY FOR YOU AND YOUR BOTTOM LINE

With MaxxForce Advanced EGR, there’s no change in how you operate your trucks. An after-treatment system like SCR 

only adds costs for maintenance, parts and training, and downtime. Plus there’s a weight penalty for that extra equipment.

3. DO YOU REALLY WANT TO DEAL WITH UREA? 

With SCR, it costs money to keep the urea tank filled, to control the temperature of the storage tank, and to 

train drivers and technicians. Those are costs you eliminate with MaxxForce Advanced EGR.  

4. TURN THE KEY AND YOU’RE COMPLIANT 

Our extensive experience with EGR gave us a way to meet the strict 2010 requirements with only slight 

modifications. Working with a proven engine technology that has 9 million miles of success under strict 

standards is much safer than adding an unproven after-treatment system.

5. IT’S THE VIABLE LONG-TERM SOLUTION 

Advanced EGR is the right solution for the future. After years of experimenting with SCR, other truck 

manufacturers in Europe are now moving toward EGR solutions as a more viable long-term answer. Even 

others in North America are currently developing other non-SCR-based solutions.

6. CONSIDER THE GREEN FACTOR

When evaluating MaxxForce Advanced EGR vs. SCR, consider the overall carbon footprint of each solution. Like 

the additional energy required for the production, distribution, infrastructure and manufacturing of urea. And the fact

we’ve been rewarded by the EPA for achieving lower emissions years before it was required. 

7. THE ROAD AHEAD IS CLEAR

When you know the facts about the best way to achieve compliance, there’s simply no debate. Whether you 

focus on lower operating costs, less hassle for your employees or impact on vehicle resale, the answer is 

clearly MaxxForce Advanced EGR. 

LEARN MORE ABOUT MAXXFORCE ADVANCED EGR BY CHECKING OUT OUR RECENT WEBINAR AT  

INTERNATIONALTRUCKS.COM/EGRWEBINAR.
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LEVELS EVERYTHING
BUT THE PLAYING FIELD.

Offering one-of-a-kind advantages and unequalled options, 
John Deere G-Series graders let you decide how the work gets done. 
Choose state-of-the-art armrest-mounted fingertip controls or 
industry-standard levers. Steering wheel only or steering wheel plus 
lever. Opt for integrated grade control where you choose the system 
you want, not us. And much, much more. For the complete story on 
what makes the G-Series such a great choice, see your John Deere 
dealer, call 1-800-503-3373, or log on to JohnDeere.com/Choice.

PRODUCTIVITY  |  UPTIME  |  LOW DAILY OPERATING COSTS
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